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(54) Ejector unit of injection molding machine and method of detecting protrusion start position 
of ejector pin 



(57) A motor is driven in a state where the moving 
platen (22) of an injection molding machine is not mount- 
ed with a mold to protrude an ejector rod (27), and the 
driving current of the motor is measured for each pre- 
determined protrusion position. Then, the moving platen 
(22) is mounted with a mold (28b) and the motor is driven 
to protrude the ejector rod (27), and the driving current 
of the motor is measured. It is determined that an ejector 
rod protrusion position where a difference between this 
measured current value and a current value stored in a 
data table becomes larger is the protrusion start position 
of an ejector pin. 
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Description 

[0001] The present invention relates to an ejector unit 
for protruding a molded product out of a mold in, for ex- 
ample, an electrically operated injection molding ma- 
chine. 

[0002] In an injection molding machine, an electrically 
operated ejector unit shown in Fig. 8 is generally used 
to protrude a molded product out of an opened mold. In 
the drawing, an ejector rod 1 5 is inserted into a through 
hole made in a moving platen 1 0. A ball screw 1 6 is cou- 
pled to the rear end of the ejector rod 15 and a nut 17 
mounted on the moving platen 1 0 such that it can freely 
rotate and cannot move in an axial direction is screwed 
on the ball screw 1 6. A pulley 1 8 is fixed to the nut 1 7. 
[0003] When a servomotor (not shown) disposed in 
the moving platen 1 0 is driven to rotate the pulley 1 8 via 
a belt, the nut 17 is rotated thereby to move the ball 
screw 16 backward and forward. When the ball screw 
16 is moved forward, the ejector rod 15 is also moved 
forward to press an ejector plate 1 2 provided in a moving 
side mold 11 mounted on the moving platen 10 against 
the resilient force of a spring 13 thereby to protrude an 
ejector pin 1 4 fixed to the ejector plate 1 2 out of the mov- 
ing side mold 11. As a result, the molded product held 
by the moving side mold is protruded off by the ejector 
pin 14. 

[0004] Moreover, there has been also used an ejector 
unit which does not have its driving source, in which the 
ejector rod is protruded into the mold by making use of 
retraction of the moving platen to be occurred when the 
mold is opened. 

[0005] Fig. 9 is one example of an ejector unit used 
in a direct pressurizing type electrically operated mold 
clamping mechanism. In the drawing, a fixed platen 20 
is connected to a rear platen 21 via a plurality of tie bars 
23. A moving platen 22 is mounted on these tie bars 23 
such that it can freely slide thereon. A nut 24 screwing 
on a ball screw 25 is fixed to the moving platen 22. The 
ball screw 25 is mounted on the rear platen 21 such that 
it cannot move in an axial direction and can freely ro- 
tates. A pulley 26 is fixed to the rear end of the ball screw 
25 and an ejector rod 27 is fixed to the front end of the 
ball screw 25. The ejector rod 27 is inserted into a 
through hole 29 made in the moving platen 22. 
[0006] When a mold clamping servomotor (not 
shown) is driven to rotate the pulley 26 via a belt, the 
ball screw 25 is rotated. The rotation of the ball screw 
25 moves the nut 24 screwed on the ball screw 25 and 
the moving platen 22 integral with the nut 24 in the axial 
direction of the ball screw 25. This movement in the axial 
direction of the moving platen 22 moves a mold 28b 
mounted on the moving platen 22 near to or away from 
a mold 28a mounted on the fixed platen 20, that is, per- 
forms a mold closing/opening operation and a mold 
clamping operation. 

[0007] When the moving platen 22 is retracted 
(moved in a left direction in Fig. 9) to open the mold and 



is moved nearto a mold-opening end position, the ejec- 
tor rod 27 is moved into the moving side mold 28b 
mounted on the moving platen 22 to press an ejector 
plate urged by a spring or the like against the resilient 
5 force of the spring. As a result, the ejector pin is protrud- 
ed out of the mold 28b to protrude off the molded prod- 
uct. 

[0008] Fig. 10 is an ejector unit of the type in which 
an ejector unit is added to a mold clamping mechanism. 
The example in Fig. 10 is different from the example 
having the direct pressurizing type mold clamping 
mechanism, shown in Fig. 9, in that it has a toggle type 
mold clamping mechanism. 

[0009] A moving platen 32 is mounted between the 
fixed platen 30 and the rear platen 31 such that it can 
freely slide on a plurality of tie bars 33. The moving plat- 
en 32 is moved backward and forward (in a left and right 
direction in the drawing) by a toggle type mold clamping 
mechanism 34 provided between the fixed platen 30 
and the rear platen 31 to open or close a mold and to 
fasten the mold. A nut 35 is fixed on the cross head of 
the toggle mechanism and screwed on a ball screw 36 
mounted to the rear platen 31 such that it cannot move 
in an axial direction and can freely rotate. A pulley 37 is 
fixed to the rear end of the ball screw 36. The pulley 37 
is rotated via a belt by the mold clamping servomotor 
(not shown) to rotate the ball screw 36 to move the nut 
35 screwed on the ball screw 36 backward and forward 
to drive a toggle mechanism 34, thereby moving the 
moving platen 32 backward and forward. 
[0010] An ejector rod 38 is mounted on the front end 
of the ball screw 36. When the moving platen 32 and a 
moving side mold mounted on the moving platen 32 are 
retracted (in the left direction in the drawing) to open the 
mold, the ejector rod 38 passes through a through hole 
39 formed in the moving platen 32 to press an ejector 
plate in the moving side mold against the resilient force 
of a spring. As a result, the ejector pin protrudes out of 
the moving side mold to protrude off a molded product. 
Here, in Fig. 10, the upper side of a center line CL shows 
a lockup state where a toggle link is extended out and 
the lower side shows a maximum mold opening position 
where the toggle link is folded. 

[0011] In various kinds of ejector units, because of a 
structural problem of the mold used or the like, the pro- 
trusion start position (position where the ejector rod 
abuts against the ejector plate in the mold) and the pro- 
trusion amount of the ejector pin need to be set. Con- 
ventionally, this setting work is performed by humans. 
[0012] The above-mentioned setting is easily per- 
formed if dimensions of the mold are known, but the di- 
mensions are unknown frequently. Moreover, if a wrong 
setting is performed by humans, it produces a bad effect 
on the mold and the injection molding machine. 
[0013] Further, in the ejector unit of the type in which 
a specifically designed ejector unit is not provided but 
the ejector rod is protruded into the mold in accordance 
with the mold opening operation (types shown in Fig. 9 
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and Fig. 1 0), the setting of the protrusion position (rela- 
tionship between the retraction position of the moving 
platen and the length of ejector rod mounted on the front 
end of the ball screw) is visually performed. Thus, this 
increases a possibility of performing a wrong setting. 
[001 4] It is the object of the present invention to auto- 
matically detect a protrusion start position. This may fa- 
cilitate various kinds of settings of an ejector unit. 
[001 5] To automatically detect a protrusion start posi- 
tion, an ejector unit of an injection molding machine for 
driving an ejector rod by a motor, according to the 
present invention, comprises: detection means for de- 
tecting a driving current value of a motor for driving an 
ejector rod of the ejector unit; storage means for storing 
the driving current value of the motor for each predeter- 
mined ejector rod protrusion position or for each prede- 
termined period, detected by driving the motor in a state 
where a moving platen is not mounted with a mold to 
protrude an ejector rod; and determination means for 
comparing the driving current value of the motor, detect- 
ed by driving the motor in a state where a moving platen 
is mounted with a mold to protrude the ejector rod, with 
the driving current value for a corresponding protrusion 
position orfor a number of predetermined periods stored 
in the storage means, and determining that a position 
where a difference between both of the driving current 
values exceeds a predetermined value is a protrusion 
start position of the ejector pin. 

[001 6] Moreover, to automatically detect a protrusion 
start position, an ejector unit in which an ejector rod is 
mounted on a ball screw shaft of a mold clamping mech- 
anism of an injection molding machine that drives a ball 
screw of a ball screw/nut mechanism by a motorto drive 
a moving platen mounted on a nut thereby to fasten a 
mold, according to the present invention, comprises: de- 
tection means for detecting a driving current value of the 
motor; storage means for storing the driving current val- 
ue of the motor for each predetermined position, detect- 
ed by moving the moving platen from a state where the 
mold is closed to a state where the mold is open in a 
state where a moving platen is not mounted with the 
mold; and determination means for comparing the driv- 
ing current value of the motor, detected by moving the 
moving platen from a state where the mold is closed to 
a state where the mold is open in a state where a moving 
platen is mounted with the mold, with the driving current 
value for a corresponding position stored in the storage 
means, and determining that a position where a differ- 
ence between both of the driving current values exceeds 
a predetermined value is a protrusion start position of 
the ejector pin. 

BRIEF DESCRIPTION OF THE DRAWINGS 
[0017] 

Fig. 1 is a block diagram of the control system of a 
servomotor for driving an ejector rod of an ejector 



unit of one embodiment of the present invention. 
Fig. 2 is charts showing a progression of the driving 
current of an ejector servomotor for driving the ejec- 
tor rod of the ejector unit. Fig. 2(a) is a chart when 
5 the driving current is measured in a state where a 

moving platen is not mounted with a mold. Fig. 2(b) 
is a chart when the driving current is measured in a 
state where the moving platen is mounted with the 
mold. 

Fig. 3 is charts showing a progression of the driving 
current of a servomotorfor making an ejector mech- 
anism, incorporated into a toggle type mold clamp- 
ing mechanism, perform an ejector operation. Fig. 
3(a) is a chart when the driving current is measured 
in a state where the moving platen is not mounted 
with the mold. Fig. 3(b) is a chart when the driving 
current is measured in a state where the moving 
platen is mounted with the mold. 
Fig. 4 is a flow chart of a processing that measures 
the driving current of the servomotor in a state 
where the moving platen is not mounted with the 
mold and obtains the protruding position detection 
data of the ejector rod. 

Fig. 5 is a flow chart of a processing that measures 
the driving current of the ejector servomotor for driv- 
ing the ejector unit and detects the protrusion start 
position of the ejector rod. 

Fig. 6 is a flow chart of a processing that measures 
the driving current of the servomotorfor making the 
ejector mechanism, incorporated into a mold 
clamping mechanism, perform the ejector operation 
and detects the protrusion start position of the ejec- 
tor rod. 

Fig. 7 shows one example of a data table of storing 
the protrusion position detection data of the ejector 
rod obtained by the processing in Fig. 4. 
Fig. 8 is a schematic view of the ejector unit having 
the ejector servomotor as a driving source. 
Fig. 9 is a schematic view of an ejector unit that has 
the ejector rod mounted at the front end of a ball 
screw of a direct pressurizing type mold clamping 
mechanism and performs the ejector operation by 
the use of the direct pressurizing type mold clamp- 
ing mechanism. 

Fig. 10 is a schematic view of an ejector unit that 
has the ejector rod mounted at the front end of a 
ball screw of the toggle type mold clamping mech- 
anism and performs the ejector operation by the use 
of the direct pressurizing mold clamping mecha- 
nism. 

[0018] Fig. 1 is a block diagram of a control system of 
a servomotor 4 for driving an ejector rod of an ejector 
unit of one embodiment of the present invention. In case 
where the ejector unit used is the specifically designed 
ejector unit shown in Fig. 8 and its driving source is an 
ejector servomotor, then the ejector servomotor is the 
servomotor 4 shown in Fig. 1 . On the other hand, in an 
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ejector unit in which an ejector rod is caused to protrude 
into a moving mold in association with retraction of a 
moving platen driven by a mold clamping servomotor, 
as shown in Fig. 9 and Fig. 10, then the mold clamping 
servomotor is the servomotor 4 shown in Fig. 1 . 
[0019] A controller 1 for controlling an injection mold- 
ing machine includes a processor, a memory such as a 
ROM and a RAM, an input/output circuit, a display de- 
vice, and a data input device such as a keyboard, and 
the like. The servomotor 4 is driven and controlled by a 
command from servo control means 2 for controlling the 
position and speed of the servomotor 4. The servomotor 
4 is provided with a position/speed detector 5 such as 
a pulse encoder. A feedback signal fb of position and 
speed is fed back to the servo control means 2 from this 
position/speed detector 5. Then, a feedback signal of 
position is fed back to the controller 1 from the position/ 
speed detector 5. Further, a servo amplifier 3 construct- 
ed of an inverter of PWM control or the like is provided 
with a current detector (not shown). A detected driving 
current is fed back to the servo control means 2 and the 
controller 1 from the current detector. 
[0020] Incidentally, a servomotor of the other mecha- 
nism not related to an ejector operation, such as an in- 
jection servomotor, in the injection molding machine is 
also provided with the above-mentioned servo control 
means, an amplifier, and the like, and they are connect- 
ed to the controller 1. However, construction of these 
members does not directly relate to the present inven- 
tion and hence will be omitted. Moreover, the control 
system shown in this Fig. 1 is not different from the con- 
trol system of a conventional injection molding machine. 
[0021] The present embodiment automatically de- 
tects the protrusion start position of an ejector pin by the 
use of such a control system as shown in Fig. 1 . 
[0022] Fig. 2 is a chart showing the detected driving 
current of the servomotor4 obtained when, in the ejector 
unit driven by a specifically designed servomotor (ser- 
vomotor for ejector) shown in Fig. 8, the servomotor 
(which is the servomotor 4 in Fig. 1 ) is driven to protrude 
an ejector rod 15 (see Fig. 8). Fig. 2(a) shows a current 
value detected when the servomotor 4 is driven in a 
state where the moving platen is not mounted with a 
mold. In this case, a load applied to the servomotor 4 is 
constant and a driving current of a nearly constant value 
is detected regardless of the stroke position of the ejec- 
tor rod 15. 

[0023] On the other hand, Fig. 2 (b) shows a current 
value detected when the servomotor 4 is driven in a 
state where the moving platen is mounted with the mold. 
In this case, the ejector rod 15 presses an ejector plate 
12 against the force of a spring for urging the ejector 
plate 12 from a position where the ejector rod 15 abuts 
against the ejector plate 12 (Fig. 8). Thus, from this po- 
sition, the load of the servomotor 4 increases, and the 
driving current increases. Therefore, the protrusion start 
position of the ejector pin can be found by detecting a 
position where this driving current increases. 



[0024] Moreover, also in the ejector unit constructed 
such that an ejector rod 27 is arranged at the front end 
of a ball screw 25 of a direct pressurizing type mold 
clamping mechanism and that a molded product is pro- 
5 truded from a moving side mold 28b, the driving current 
of the mold clamping servomotor (which is the servomo- 
tor 4 in Fig. 1) for driving this direct pressurizing type 
mold clamping mechanism progresses in the manner 
shown in Fig. 2(a) and Fig. 2(b). In this case, the stroke 
position of the ejector rod 27 is represented on the as- 
sumption that a position where a moving platen 22 con- 
tacts with a fixed platen 20 is an origin and that a direc- 
tion in which the moving platen 22 is retracted is a pos- 
itive direction. 

[0025] Even in a case where the servomotor 4 in Fig. 

1 is the mold clamping servomotor, as described above, 
the driving current of the mold clamping servomotor 4 
progresses in the manner shown in Fig. 2 (a) when the 
servomotor 4 drives the mold clamping mechanism in a 
state where the moving platen 22 is not mounted with 
the mold. As shown in this figure, the load applied to the 
servomotor 4 is constant and hence the driving current 
becomes nearly constant regardless of the stroke posi- 
tion. On the other hand, when the mold 28b is mounted 
on the moving platen 22 and opened, as shown in Fig. 

2 (b), the driving current starts to increase from the time 
when the ejector rod 27 abuts against the ejector plate 
in the mold and receives the load. By detecting a posi- 
tion where the driving current starts to increase, the pro- 
trusion start position of the ejector pin can be found. 
[0026] Fig. 3 shows detection results of the driving 
current of the mold clamping servomotor (which is the 
servomotor 4 in Fig. 1) for driving the toggle type mold 
clamping mechanism in Fig. 10, in the ejector unit hav- 
ing an ejector rod 38 at the front end of a ball screw 36 
of the toggle type mold clamping mechanism. 
[0027] Fig. 3(a) shows the progression of the driving 
current detected when the mold clamping servomotor is 
driven in a state where a moving platen 32 is not mount- 
ed with the mold. The driving current changes depend- 
ing on the stroke position of the ejector rod 38 due to 
the characteristics of the toggle mechanism. On the oth- 
er hand, Fig. 3(b) shows the progression of the driving 
current detected when the mold clamping servomotor is 
driven in a state where the moving platen 32 is mounted 
with the mold. Incidentally, in the case shown in Fig. 3, 
the stroke position of an ejector rod 38 is represented 
on the assumption that the most advanced position of 
the moving platen locked up by extending out the link of 
the toggle mechanism is an origin and that a direction 
in which the moving platen 22 is retracted is a positive 
direction. 

[0028] As shown in Fig. 3(b), when the moving platen 
is retracted and the ejector rod mounted on the front end 
of the ball screw abuts against the ejector plate in the 
mold to increasethe load, the driving current value starts 
to increase abruptly. Thus, the current value shown in 
Fig. 3(b) is significantly different from the current value 
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shown in Fig. 3(a) from the stroke position of the ejector 
where the driving current starts to increase abruptly. 
Therefore, a position where the driving current value 
starts to increase can be found as the protrusion start 
position of the ejector pin. 

[0029] Fig. 4 and Fig. 5 are flow charts of the process- 
ing executed by a processor of the controller 1 so as to 
detect a position where this driving current starts to in- 
crease. 

[0030] First, the ejector rod is positioned at the origin 
of the stroke in a state where the moving platen is not 
mounted with the mold. That is, in the ejector unit shown 
in Fig. 8 having the specifically designed servomotor 
(servomotor for ejector) as a driving source, the ejector 
rod 15 is placed at a position retracted farthest away 
from a mold 11 . In the ejector unit mounted in the direct 
pressurizing mold clamping mechanism shown in Fig. 
9, the moving platen is located at the most advanced 
position (on the fixed platen side). Moreover, in an ejec- 
tor unit incorporated into a toggle type mold clamping 
mechanism shown in Fig. 10, the ejector rod is located 
at a position where the toggle mechanism is locked up 
and the moving platen reaches the most advanced po- 
sition. 

[0031 ] Then , when a protrusion position detection da- 
ta obtaining command is inputted to the controller 1 , the 
processor of the controller 1 outputs a moving command 
to the servo control means 2 to drive the servomotor 4. 
In a case where the servomotor 4 is an ejector servo- 
motor for driving the ejector unit shown in Fig. 8, the 
processor outputs a moving command to move the ejec- 
tor rod to a target position Pe of the maximum protrusion 
position of the ejector rod to drive the servomotor. More- 
over, in an ejector unit incorporated into a mold clamping 
mechanism shown in Fig. 9 and Fig. 10, the processor 
outputs a moving command to move the moving platen 
to a target position Pe of the maximum retraction posi- 
tion of the ejector rod to drive the mold clamping servo- 
motor in a direction in which the moving platen is retract- 
ed (in a direction in which the mold is opened). 
[0032] Then, the protrusion position detection data 
obtaining processing shown in Fig. 4 is started. First, an 
indicator i is set at "0" (step S1). A present position P 
found based on a feedback signal from the position/ 
speed detector 5 is read from a present position register 
and stored as a current detection position P' in the reg- 
ister (step S2). Then, a predetermined amount of unit 
AP set for the position P' is added to the current detec- 
tion position P 1 to update the current detection position 
P' (step S3). 

[0033] Next, the present position is read from the 
present position register and it is determined whether or 
not the position P reaches the current detection position 
P 1 and the program waits until the present position P 
reaches the current detection position P' (steps 34 and 
S5). When the present position P reaches the current 
detection position P', a detected driving current value I 
fed back from the current detector is read (step S6). 



Then, the detected position Pi and current value li are 
stored in correspondence with the indicator i of the table 
10, shown in Fig. 7, provided in a memory such as a 
nonvolatile RAM in the controller (step S7). Then, the 

5 indicator i is incremented by 1 (step S8). Then, it is de- 
termined whether or not the present detection position 
P reaches the target position Pe (step S9) . If the present 
detection position P does not reach the target position 
Pe, the program returns to the step S3 where the pre- 

10 determined amount of unit AP is added to the current 
detection position P 1 and proceeds to the following 
steps. 

[0034] Thereafter, the processing from the step S4 to 
step S9 are repeatedly executed until the present de- 

15 tection position P reaches the target position Pe to ob- 
tain the data table 10 of the detected current values li 
with respect to the positions Pi shown in Fig. 7. 
[0035] In case of an ejector unit of Fig. 8 which has 
an ejector servomotor and an ejector unit of Fig. 9 which 

20 is incorporated into a direct pressurizing type mold 
clamping mechanism, the relationship between the po- 
sition and the driving current obtained form the data ta- 
ble 10 is represented by the progression shown in the 
graph of Fig. 2(a). Moreover, in case of an ejector unit 

25 of Fig. 10 which is incorporated into a toggle type mold 
clamping mechanism, the relationship between the po- 
sition and the driving current is represented by the pro- 
gression shown in the graph of Fig. 3(a). 
[0036] Here, the protrusion position detection data 

30 obtaining processing shown in Fig. 4 may be performed 
every time the mold is changed. However, it is consid- 
ered that the protrusion position does not change as far 
as the position coordinates system of a servomotor (that 
is, an ejector servomotor in case of an ejector unit shown 

35 in Fig. 8, otherwise an servomotor for mold clamping 
mechanism in case of an ejector unit shown in Figs. 9 
and 10) does not change. Thus, a protrusion position 
may be measured once when a position coordinates 
system is set and the table shown in Fig. 6 may be stored 

40 in the memory. 

[0037] Next, the ejector rod is positioned at the origin 
of the stroke in a state where the moving platen is 
mounted with the mold. Then, the protrusion position de- 
tection data obtaining command is inputted to the con- 

45 troller 1 . Then, the controller 1 outputs a moving com- 
mand to the servo control means 2 and drives the ser- 
vomotor 4 in a direction in which the ejector rod is pro- 
truded and, at the same time, the processor of the con- 
troller 1 starts the protrusion start position obtaining 

50 processing shown in Fig. 5. 

[0038] First, the indicator i is set at "0" (step A1) and 
then the position Pi and the current value li that are 
stored in correspondence with the indicator i are read 
from the table 1 0 (step A2). Then, the present position 

55 p is read from the present position register and it is de- 
termined whether or not the present position P reaches 
the position Pi read from the table 1 0 and the program 
waits until the present position P reaches the position 
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Pi (step A3, A4). When the present position P reaches 
the position Pi read from the table 1 0, the detected cur- 
rent value I that is fed back is read and it is determined 
whether or not the detected current value I is not less 
than the sum of the current value li read from the table 
10 and a predetermined allowance Al (step A6). In a 
state where the ejector rod does not abut against the 
ejector plate, the load applied to the servomotor 4 is the 
same level as in a state where the mold is not mounted, 
so that the detected current value does not increase to 
the sum of the current value li stored in the table 10 and 
the allowance Al. Thus, if the detected current value I is 
less than(li + Al), the program proceeds to a step A7 
where the indicator i is incremented by 1 and returns to 
the step A2. Thereafter, processing from the step A2 to 
the step A7 are repeatedly executed until the detected 
current value I is not less than the sum of the current 
value li read from the table 10 and the predetermined 
allowance Al. 

[0039] When the ejector rod abuts against the ejector 
plate to increase the load applied to the servomotor 4 
thereby to increase the driving current value I, as shown 
in Fig. 2(b), and it is detected that the driving current 
value I reaches the sum of the current value li read from 
the table 10 at the step A6 and the predetermined al- 
lowance Al, a command for stopping driving the servo- 
motor 4 is output and the present position P is stored as 
the protrusion start position of the ejector pin and is dis- 
played on a display device of the controller 1 (steps A8, 
A9), and the processing is terminated. 
[0040] When the protrusion start position is found in 
this manner, the maximum protrusion position of the 
ejector rod and the like can be easily set based on the 
protrusion start position. 

[0041] Further, in case of an ejector unit incorporated 
into the mold clamping mechanism shown in Fig. 9 and 
Fig. 10, the mold is mounted and positioned in a state 
where the mold is closed and then the protrusion start 
position obtaining command is inputted to the controller 
1 . Then, the controller 1 outputs a moving command to 
the servo control means 2 and drives the servomotor 4 
in a direction in which the mold is opened and the proc- 
essor of the controller 1 starts the protrusion start posi- 
tion obtaining processing shown in Fig. 6. 
[0042] First, the present position P is read from the 
present position register (step B1) and it is determined 
which region of the position stored in the table 10 the 
present position P belongs to. That is, an indicator j sat- 
isfying the following inequality is detected (step B2). 

Pj-i < p * Pj 

[0043] The detected indicator j is set at the indicator i 
(step B3). That is, for the position Pi stored in the table 
10, a position Pj that is larger than and closest to a po- 
sition where this protrusion start position obtaining 
processing is started is found, and the value of the indi- 



cator j corresponding to this position is set to the indica- 
tor i. The following steps from B4 to B11 are the same 
as the steps A2 to A9 shown in Fig. 5, so that their de- 
scriptions will be omitted. 
5 [0044] In the above-mentioned embodiment, the pro- 
trusion start position is detected by comparing the cur- 
rent values with respect to the rotational position of the 
servomotor. However, in case where the injection mold- 
ing machine has an ejector unit driven by an ejector ser- 
vomotor, as shown in Fig. 8, a protrusion start position 
may be detected by detecting and comparing the driving 
currents of the servomotor produced when driving the 
servomotor at a constant speed in a state where the 
mold is mounted and further in a state where the mold 
is not mounted. 

[0045] As shown in Fig. 8, whether the moving platen 
10 is mounted with the mold 11 or not, the load applied 
to the servomotor is almost the same, until the ejector 
rod 15 abuts against the ejector plate 12. For this rea- 
son, the ejector rod 15 is located at a predetermined re- 
tracted position in a state where the moving platen 10 
is not mounted with the mold 11 , and the servomotor is 
driven at a constant speed so that the driving current of 
the servomotor is detected for each predetermined pe- 
riod and stored in correspondence with the period. In 
this case, only the detected driving current value I is 
stored in correspondence with a suffix i indicating the 
number of period in the table shown in Fig. 7, and the 
position P is not stored. 

[0046] Next, the ejector rod 1 5 is located at the above 
predetermined retracted position in a state where the 
moving platen 1 0 is mounted with the mold 1 1 , and the 
servomotor is driven at the constant speed so that the 
driving current of the servomotor is detected for each 
predetermined period. Then, the detected driving cur- 
rent is compared with the stored driving current value of 
the corresponding period stored in the table 10 and 
when the difference between them becomes a prede- 
termined value or more, it is determined that the present 
position of the ejector rod 15 is the protrusion start po- 
sition. For example, the processing from the step A5 to 
step A7 shown in Fig. 5 are executed for each predeter- 
mined period and when the driving current value is equal 
to or more than the stored current value, the present po- 
sition P at that time is read and the processing of the 
steps A8 and A9 are executed to detect the protrusion 
start position. 

[0047] As described above, according to the present 
enbodiments, the protrusion start position of an ejector 
pin can be automatically determined. Therefore, it is 
possible to easily set various positions of the ejector op- 
eration such as the maximum protrusion position based 
on the determined protrusion start position, and hence 
it is possible to reduce errors in setting. 
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Claims 

1 . An ejector unit of an injection molding machine, the 
ejector unit comprising: 

5 

detection means for detecting a driving current 
value of a motor for driving an ejector rod of the 
ejector unit; 

storage means for storing the driving current 
value of the motor for each predetermined ejec- 10 
tor rod protrusion position, detected by driving 4. 
said motor in a state where a moving platen is 
not mounted with a mold to protrude an ejector 
rod; and 

determination means for comparing the driving 15 
current value of the motor, detected by driving 
said motor in a state where a moving platen is 
mounted with a mold to protrude said ejector 
rod, with the driving current value for a corre- 
sponding protrusion position stored in the stor- 20 
age means, and determining that a position 
where a difference between both of the driving 
current values exceeds a predetermined value 
is a protrusion start position of the ejector pin. 

25 

2. An ejector unit of an injection molding machine, the 
ejector unit comprising: 

detection means for detecting a driving current 
value of a motor for driving an ejector rod of the 30 
ejector unit; 

storage means for storing the driving current 5. 
value of said motor for each predetermined pe- 
riod, detected by driving said motor at a con- 
stant speed from a predetermined position in a 35 
state where a moving platen is not mounted 
with a mold to protrude an ejector rod; and 
determination means for comparing the driving 
current value of said motor, detected for a pre- 
determined period by driving the motorf rom the 40 
predetermined position in a state where a mov- 
ing platen is mounted with a mold to protrude 
said ejector rod, with the driving current value 
for a corresponding period stored in the storage 
means, and determining that a position corre- 45 
sponding to a period where a difference be- 
tween both of the driving current values ex- 
ceeds a predetermined value is a protrusion 
start position of the ejector pin. 

50 

3. A method of detecting a protrusion start position of 
an ejector pin of an ejector unit in an injection mold- 
ing machine, the method comprising the steps of; 

driving a motor of the ejector unit in a state 
where a moving platen is not mounted with a mold 55 
to protrude an ejector rod and storing a driving cur- 
rent value of the motor for each predetermined pro- 
trusion position; and 



mounting the mold on the moving platen and 
driving the motor of the ejector unit to protrude the 
ejector rod, comparing a detected driving current 
value of the motor with a driving current value of a 
stored corresponding protrusion position, and de- 
termining that a position where a difference be- 
tween both of the driving current values exceeds a 
predetermined value is a protrusion start position of 
the ejector pin. 

A method of detecting a protrusion start position of 
an ejector pin of an ejector unit in an injection mold- 
ing machine, the method comprising the steps of; 

driving a motor of the ejector unit in a state 
where a moving platen is not mounted with a mold 
from a predetermined position at a constant speed 
to protrude an ejector rod and storing a driving cur- 
rent value of the motor for each predetermined pe- 
riod; and 

mounting the mold on the moving platen, driv- 
ing the motor of the ejector unit from a predeter- 
mined position to protrude the ejector rod, detecting 
a driving current value of the motor for each prede- 
termined period, comparing a detected driving cur- 
rent value of the motor with a driving current value 
of a stored corresponding period, and determining 
that a position corresponding to the period where a 
difference between both of the driving current val- 
ues exceeds a predetermined value is a protrusion 
start position of the ejector pin. 

An ejector unit in which an ejector rod is mounted 
on a ball screw shaft of a mold clamping mechanism 
of an injection molding machine that drives a ball 
screw of a ball screw/nut mechanism by a motor to 
drive a moving platen mounted on a nut thereby to 
clamp a mold, the ejector unit comprising: 

detection means for detecting a driving current 
value of the motor; 

storage means for storing the driving current 
value of said motor for each predetermined po- 
sition, detected by moving the moving platen 
from a state where the mold is closed to a state 
where the mold is open in a state where a mov- 
ing platen is not mounted with the mold; and 
determination means for comparing the driving 
current value of said motor, detected by moving 
the moving platen from a state where the mold 
is closed to a state where the mold is open in a 
state where a moving platen is mounted with 
the mold, with the driving current value for a 
corresponding position stored in said storage 
means, and determining that a position where 
a difference between both of the driving current 
values exceeds a predetermined value is a pro- 
trusion start position of the ejector pin. 
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A method of detecting a protrusion start position of 
an ejector pin in an ejector unit in which an ejector 
rod is mounted on a ball screw shaft of a mold 
clamping mechanism of an injection molding ma- 
chine that drives a ball screw of a ball screw/nut 5 
mechanism by a motor to drive a moving platen 
mounted on a nut thereby to clamp a mold, the 
method comprising the steps of: 

driving said motor in a state where the moving 10 
platen is not mounted with the mold to protrude 
the ejector rod and storing a driving current val- 
ue of the motor for each predetermined protru- 
sion position; and 

mounting the mold on the moving platen and 15 
driving the motor to protrude the ejector rod, 
comparing a detected driving current value of 
the motor with a driving current value of a stored 
corresponding protrusion position, and deter- 
mining that a position where a difference be- 20 
tween both of the driving current values ex- 
ceeds a predetermined value is a protrusion 
start position of an ejector pin. 
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